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IN THE CLAIMS: 

1 . (Currently Amended) A pipe joint between two metallic pipes which have been 
internally and/or extemally coated with a material to prevent corrosion, said joint comprising: 
includ i ng 

a spigot disposed oh a fii^st of said two metallic bioes : and 

a socket disposed on a second of said two metallic Pipes said Qockct having an 
internal circumferential groove; that provid e s a seating for 

an elastomeric sealing ring disposed in said groove: 

a lip disposed along said socket and extending from said oroove to an end of said 
socket, and fonwardly of which groovo a l i p is provided whioh providoo a said lip providing a 
welding location remote from thie sealing ring , said end of said socket not being coated with 
said mate rial to prevent corrosion : with th o coating on tho ond of tho oockot if noc o osary 
h a ving b ee n r e moved to fac ili t a t e wolding, sa i d sp i got having 

a heat sink fnember disposed on said to e nable tho lip of tho sock o t to b o wold o d to 
the m o ta l of th o spigot, said heat sink member being a metal band attached to and extending 
circumferentiallv afou nd said spigot: said heat sink member configured to enable welding of 
said socket end withou t causing a critical risie in temperature of an. inside surface of at least 
one of said metallic pipes: and 

a weld joint region dispos ed along said socket between said lip and said welding 
location, said weld ioint region formed in an area between a portion of said lip, said heat sink 
member and said spigot, said weld region being remote from the sealing ring wherein said 
sealing ring prevents fluid from entering the weld joint regian 

2. Cancelled. 
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3. (Currently Amended) The [[A]] pipe joint as claimed in claim 1 Qi-2, wherein the 
second of said two metallic pipes pip e havinjg th e sock e t is coated both internally and 
externally with the material to prevent corrosion and e xcept at tho o xtromio e nd of the oockot 
whor e no coat i ng hao b ee n provided or ha;^ boon roaiovod, whilct th.e exterior of the spigot is 
coated with the material to prevent corrosion except at the: location upon which ©f the heat 
sink is disposed . 



4. (Currently Amended) A hiethod Of forming a pipe joint between the spigot and 
socket ends of a pair of metallic pipes which have been internally and/or externally coated 
with a material to prevent corrosion, said method including: 

forming a groove in the socket to provide a seat for a sealing ring and a ico ; 

forming a lip in the socket to enable said sockfet to overlap a heat sink member pn the 
sp'QOt, said heat sink member being disposed on and in cont a ct with th o motal of said spigot, 
and whero i n tho oa i d lip is w o ldod 

welding said lip to said hfeat sink meifiber at a welding location, said lio indudino an 
extension portion: and 

fonning a weld joint region di sposed along said socket between said lip and said 
w elding location, said weld joint region formed in an area between a portion of said 
extension, said heat sink member a nd said sbioot. said weld region being remote from the 
sealing ring wherein said sealing rin g prevents fluid from entering the weld joint region . 

5. (Currently Amended)jrhe [[A]] method as dof i nod in of claim 4, wherein the steps 
of forming the fonnation of tho oookdt ond of tho pipe at the joint with said groove, and 
forming said lip. and dlsBosing the spigot ond of tho a coociat o d pipo includ i ng the pos i tionin g 
ef-the said heat sink member on said spioot are perfomned off, or at, the site where the.joint 
betvveen the pjpes is to be nriade. 
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6. (Currently Amencled)jrhe [[AJl method ao d e finod in of claim 4 wherein the 
method further includes: 

heating the pipes ar e hoatod to a predetermined temperature; and 

immersing Imm o rG o d the pipes in a fiuidized bed of the material to prevent corrosion 
off, or at, the site where the joint between the pipes is to be made. 

7. (Currently Amended) Jhe [[A]] method as d o fin o d in of claim 6. wherein prior to 
immersion in the fiuidized bed of the material to prevent corrosion, the surfaces which are to 
be coated are grit blasted. 

8. (Currently Amended)JQ}e [[A]] method as d e fined in of claim 4 further including 
the step of t o 7. 5,6,7,13 or 11 wh o rc i n removing the material to prevent con-osion from the lip 
of the socket and the heat sink member off, or at the site where the joint between the pipes is 
to be made. 

9. Cancelled 

10. Cancelled 

11. Cancelled 

12. (Currently Amended) Jhe [[A]] pipe joint as cla i m o d in of claim 1 [[2]], wherein 
said second of said two metallic pi pes thR p lpo having tho oootot is coated both internally and 
extemally with the material to prevent con-osion except at the extreme end of the socket 
whoro no coating hac boon prov i d o n o r hac boon iciiiu v uU. said spiaot having an ^ytPrinr 
surface wherein said whilst th o exterior surface ef-the-spiget is coated with the material to 
prevent corrosion except at the location upon which [[of]] the heat sink is disposed . 
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13. (Gurrently Amended) The [[A]] method as dofinbd in of claim 5 further 
comprisinqif f.ll whor oi n th o pip o s arc hoatod heating the pipes to a deterniined 
prodeterm i nod temperature; and 

immersing said heated pipes i mmorsed in a fluidized bed of the material to prevent 
corrosion off, or at. the site where the joint between the pipes is to be made. 

14. (Cuirrently Amended) Jhe [[A]] method a s d e fin e d in of claim 1 3, wherein prior to 
the step o f immersing the pipes immersion in the fluidized bed of the material to prevent 
corrosion, the surfaces of the pipes which ai=e.to be coated are grit blasted. 

^5.. Cancelled 

16. GancJelled 

17. Cancelled 

18. Cancelled 

19. Cancelled 

20. Cancelled 
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